INTRODUCTION
Solid wastes containing piutoniurn and other transuranium elements, frequently referred to as alpha wastes, are routinely produced during the operation of nuclear fuel production and spent fuel reprocessing plants as well as during the operation 1-3 of AEC laboratories and production facilities. The major AEC sites and com-4 mercial installations were recently surveyed to determine current and projected sources, amounts, and characteristics of alpha wastes and practices for their disposal.
Since these wastes contain radioactive nuclides that decay very slowly, they must be contained outside the biosphere for hundreds of thousands of years.
The wastes consist of a wide assortment of solid materials generated inside glove boxes during work with transuranium elements and outside glove boxes during contamination control measures. They include items made of paper, cloth, wood, plastic, rubber, glass, ceramic, and metal, as well as salts and sludges that arise Table 1 . The weight losses on evacuation are close to the 6 to 8 wt % moisture range expected for cellulose when it is continuously exposed to air of normal humidity at room temperature.
Two variations of the standard waste mixture were prepared to typify solid wastes containing rags and papers that had been used to wipe up acid spills and then dried, or had been used to wipe up acid spills, neutralized, and then dried. 
EXPERIMENTAL PROCEDURE
Each sample of simulated waste to be heated was weighed and placed in the desired container (see Sect. 3). In tests with combustible containers, lids were fitted onto the filled plywood boxes and these boxes were, in turn, placed in the oven. In some instances, the boxes were fully exposed to air; in others, they were enveloped with a layer of crushed salt about 3 in. deep, held in place by a wire mesh frame.
The larger boxes were tested separately, while the smaller ones were used in a 3x3x3 array. In tests with noncombustible containers, a gasket, a iid, and a bolt ring were placed on each drum, and the bolt was tightened until the ends of the ring were 9/16 in. apart. In some cases, the gasket was coated with a silicone rubber adhesive before use. The filled drum was weighed and placed in the rear half of the aluminum block in the oven (Fig. 3) . The various thermocouples, electrical leads, and, in the case of drums, the pressure readout line were connected to the container. Table 2 ). (Table 3 ). In runs 1-13, the maximum pressure observed was greater than that predicted for expansion of air in the drum, and Hie difference between the maximum pressure and the expanded air pressure was les? than Hie vapor pressure of saturated steam at that temperature. The weight of water that must be vaporized to give this pressure difference was calculated using the perfect oas law (Table 3 ). The volume of the gas space in the filled drum, for application in gas to 25 times that (Table 3) needed to explain the difference between the observed maximum pressure and the pressure expected from gas expansion.
Runs 1 and 5 were judged to be the oniy runs in which the drums (i.e., the gaskets) did not leak, as evidenced by no weight losses (Table 2) 
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